VIIK 620.179.5
doi: 10.18323/2782-4039-2024-4-70-9

OueHka BJIUSIHUS COCTABA CIJIABA HA MapaMeTpPbl 00padoTKHn
U Ka4eCTBO MOBEPXHOCTH NMOCPEACTBOM KOMILJIEKCHOTO aHAJIN3a

Hlaiinew Pao Azapu*', xanmuaat Hayk, npodeccop, GaKyIbTeT MAIMHOCTPOEHHUS]
Pao Hlpunama?, xanquaat Hayx, npodeccop
Texnonoeuueckutl uncmumym Humm Munkwu, Baneanop (Mnous)

1ORCID: https://orcid.org/0000-0001-6190-9857
20RCID: https://orcid.org/0000-0003-3691-8713

*E-mail: shailesh.rao@nmit.ac.in

IHocmynuna 6 pedaxyuio 25.04.2024 Ilepecmompena 18.06.2024 Ipunsma k nyéauxayuu 05.11.2024

Annomayusn: VI3ydanochk BIUSHHUE COCTaBa CIUIABOB (MSTKOHM CTalM W alIOMHHHUS) Ha HECKOJBKO IMapaMeTpoB oOpa-
0OOTKH, TaKMX KaK TeMIlepaTypa, CHja pPe3aHus, MIePOXOBATOCTh MOBEPXHOCTH U MOPQOJIOTHS CTPYXKKH. 3HAUUTEIEHBIC
W3MEHEHHS STHX IapaMeTpoB ObUIM OOHAPYKEHBI IMyTeM MOAW(UKAIINH CIUTaBOB IPH MOIAEPKAHUH MOCTOSTHHBIX YCIIO-
BHH mporecca. B MATKO# cTany CKOPOCTh BpaIleHus BIUsIIA Ha MOP(HOIIOTHIO CTPYIKKH, TIPH 3TOM MOBBIIIEHHBIE CKOPOCTH
MIPUBOAWIHN K 00pa30BaHMIO HENPEPHIBHON CTPYIKKH, a MOHMKCHHBIE CKOPOCTH — K 00pa30BaHUI0 00Jiee KOPOTKOM CTPYX-
KH. YBEIWYSHHBIN TIEPEeIHUN yToJl BIUAET Ha CBOWCTBA CTPYXKKH, YTO IPUBOJIUT K HEOOJIBIIOMY YMEHBIICHUIO €€ JJINHBI.
[Ipu 3amaHHON CKOPOCTH BpallleHUs Ha JUIMHY CTPY>KKH BJIMSJIA CUJIA pe3aHus. AJTIOMUHUEBBIE CIUIABbI, HAIPOTUB, MTPOU3-
BOJIMJTH HETIPEPBIBHBIC (DPArMEHTHI CTPYKKH HE3aBHCHMO OT CKOPOCTH PE3aHUs WX MEepeHEro yria. beuti BEIOpaHbI KO-
3¢ GUIMEHTHI KOPPENSIAN TIEPEMEHHbBIX, pa3paboTaHa 3(pQGEKTUBHAS PErPECCHOHHAS MOJCTh U MPUMEHEHA K JKCICPH-
MEHTAJIBHBIM JaHHBIM. MOJIENb CITy4YaifHOTO Jieca MOKAa3bIBaeT, YTO BHIOOP MaTepHhalia CYNMICCTBEHHO BIMSACT HA TEMIIepa-
Typy, CHIIy Pe3aHus, IIEPOXOBATOCTh IMOBEPXHOCTH W MOP(OIOTHIO CTPYXKKH BO BpeMsi 00paboTku. [lomydeHbl naHHBIS
0 KOPPEILIUN MEXIy MEePEeIHUM YTIIOM WHCTPYMEHTa W JPYTHMHU IapamMeTpaMu 0OpaOOTKH, BHIBICHBI ()aKTOPHI, BIUS-
OIIHe Ha Ka9eCTBO MOBEPXHOCTH. Pe3ymbTaThl CrIOCOOCTBYIOT JTydIIeMy TIOHUMAaHHIO CBOUCTB 00pabOTaHHOH IMOBEPXHO-

CTH, 9TO 00JIer4aeT ONTHMH3ALNIO OIepaIiii 00paboTKH A pa3IMYHBIX MAaTEPHAIIOB.
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BBEJEHHUE

[unuaOpUYecKre NeTanyd W3rOTaBIMBAIOTCS 10 3aJaH-
HbIM MOACIAM C HMCIIOJIBb30BAHUEM TOKApHBIX CTAaHKOB
u/wn crankos ¢ UITY. B xone nporecca CTpyKKa OTACS-
€TCA OT 3aroTOBKH H3-3a CABHIAaIOIINX yCHHHﬁ, MPUITOKCH-
HBIX OCTPBIM HMHCTpyMeHTOM. llocnmenHue JOCTHKEHUs
B 00JIaCTH HCCJIEIOBaHMH Ipolecca 0O0pabOTKH MpPUBEIH
K YJIy4llleHHI0 KadecTBa nNponykuuu. OOOCHOBaHA Bax-
HOCTh T€OMETPUH MHCTPYMEHTA B INPOIECCe TOKAPHOW 00-
paboTKH. 3HAYUTENBHOE KOJIMYECTBO TEIUIa, BBIACIIEMOE
IIPU YAQJIEHUH CTPY>KKU C 3arOTOBKH, MPUBOJIUT K YCTAaJO-
CTH MHCTPYMEHTa M YXYIUICHHIO KadeCTBA MOBEPXHOCTH
[1]. HeoOxomuMo 9eTKO MOHMMATh BaXKHOCTH T€OMETPHUH
WHCTPYMEHTa Ha MPOTSHKEHHUH BCETo Tporiecca 00paboTKH.
B pabore [2] uccnemoBaHO BIUSHHME NEpPETHEro yriia Ha
CBOICTBa Marepuayia u CcTpyku. IlokazaHo, yTo HM3MeHe-
HHUE TIepeJHEro yriia Mpu pa3iMuHbIX YCIOBHUSX Ipolecca
MPUBOJMIIO K M3MEHEHUIO N3HOCA MHCTPYMEHTa, MOp(doIo-
THHU CTPYKKH U IIEPOXOBATOCTH ITOBEPXHOCTH.

[Tnactnunelii  Marepuan (GOpPMHUpPYET HENPEPHIBHYIO
CTPYXKY M ofecrieunBaeT OoJiee JUINTENBHBIA CPOK CITyXKOBbI
MHCTPYMEHTA 110 CPAaBHEHHIO C XPYNKHM MaTepHalloM, KOTO-
PBIi IPOM3BOANT MPEPHIBUCTYIO CTPYXKKY M HPUBOAWT K 00-
Jiee KOPOTKOMY CPOKY CITy>KObI MHCTpyMeHTa [3]. MHorouric-
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JICHHBIC HCCIICIOBAHUS TPOJEMOHCTPUPOBAIIA CBSI3b MEXKIY
Mop¢ooruel MHCTPYMEHTA M €r0 JIONTOBEYHOCTHIO, 8 TAKKe
HEPOBHOCTSIMU €TI0 TIOBEPXHOCTH. VHCTPYMEHTHI ¢ OOJBIIIM
pamiycoM, paboTarorpe Ha 0oliee BRICOKHX CKOPOCTSX, TPH-
BOJIT K MCHBIIICH MIEPOXOBATOCTH MOBEPXHOCTH IO CpaBHE-
HHUIO C MTHCTPYMEHTaMH{ C MEHBIIINM pairycoM. B Hacrosiee
BpeMsl I TIONyYeHHs OOIIMPHONW WH(OpMAIMH O TapameT-
pax Tporecca pe3aHus MPUMEHSFOTCS aHAINTHIECKAC U YHC-
JIeHHbIe MeTObI [4]. B MeTomonorusx MoaeaupoBaHUs st
WUTIOCTPAIIMK PA3IMYHBIX MAPAMETPOB PE3KH U MaTCPHAIIOB
HCTIONIB3YIOTCSl IByXMEPHBIE WM TpPEXMEpHbIe Mojenu [5].
MHorue MO OCHOBaHBI Ha JIBYXMEPHOM CTPYKTYpE U HE
peATM3yIOTCA B TPEX W3MEPCHUSX W3-33 JUIUTCIBHOCTH BBI-
YUCJIEHUH U MOBBIILIEHHOW CIIOKHOCTH [6].

Pacnipoctpanerne pasHOOOpa3HBIX KOMMEPYECKHX IPO-
JYKTOB BO3pPOCJIO M3-32 OBICTPOTrO TEXHHYECKOTO Iporpecca
COBpeMEHHOTO o0miecTBa. B [7] M3ydeHsI TOCTHXEHHUS B TEO-
PETUYECKOM aHANM3E W YUCICHHOM MOJCIMPOBAHUH H3HOCA
WHCTPYMEHTA B MUPOBOM Maciitabe. B pabote [8] mpoBeneHO
YKCJICHHOE MOJICIMPOBAHNAEC M HUMUTAIMS MPOLICAYP PEe3aHHs
Metania. J[iis MonenupoBaHus onepanmii 00paboTKH paspa-
6aT])IBa}OTC51 MHOTI'OYHCJICHHBIC YHMCJICHHBIC MCTOJbI, B T. Y.
METOJIbI KOHEYHBIX DJIEMEHTOB W O€CCEeTOYHbIE METObI [8].
ABTopel [9] wucnomp3oBamm amroput™M ABAQUS  mms
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MOJIEJIMPOBAHUs HAKJIOHHOTO PE3aHUsl CIUIABOB HA OCHOBE
HHKEIISI C UCTIONB30BAHNEM MHCTPYMEHTOB C IOKPBITHEM, YTO
NpHBEJIO K 00Jiee TOYHOMY IPOTHO3UPOBAHHIO CHJI PE3aHMsI.
CpaBHEHHE pe3yIbTaTOB MOJIETMPOBAHUS C IKCIIEPUMEHTAIIb-
HBIMH JIAHHBIMH 110Ka3aJ10, YTO OHH COBIAAaroT. MHCTpyMeH-
Tapuii MeTo/1a KOHEYHBIX JIEMEHTOB HCIIOJIB30BAIICS IS TIPO-
BEJICHMS TIIATEJILHOTO AHAIIM3a BIIMSHUS KIIOYEBBIX Iiepe-
MEHHBIX O0paOOTKM Ha MEXaHMYECKHE CBOMCTBA CILIaBOB
MSTKOH cTaim, 0OpabOTaHHBIX C WCTIONB30BAHUEM Kepampye-
CKOTO MHCTpyMEHTa. MozeINpoBaHNe TeHEPUPOBAJIO pactpe-
JICTICHHOE TIPE/ICTaBJIeHNE 3HAUYCHUH TEMIIepaTyphl U Hamps-
JKEHMS Ha PEXyIIeH KpOMKe MHCTPYMEHTa BO BpPeMs aHAIIN3a
[10]. TTomxompl HA OCHOBE MOIEIHMPOBAHMS WM METOIAa KO-
HEYHBIX HJIEMEHTOB HCIOJIB3YIOTCS HCKITFOUUTENBHO IS pac-
4eTa Pe3ysIbTaToB; UX HElb3s CPAaBHUBATH C APYTHMMH (PaKTo-
paMH Tpoliecca MM MOABEpraTh BCECTOPOHHEMY AaHAIIU3Y.
Jst cpaBHEHMSI ¥ TIPOTHO3UPOBAHS BBIXOAHBIX EPEMEHHBIX
C pa3MMYHBIMU TPEIUKTOPAMH HUCTIONB3YIOTCS Pa3INIHbIC
uHcTpyMeHThl, Bkmodas MATLAB, ANOVA, a Ttaxke npo-
rpaMMHOE OOECIIeYeHHE C OTKPBITHIM HCXOIHBIM KOIOM, Ta-
koe Kak R u Python. /Ins ycraHOBIeHWs CBS3U MEXIy He-
CKOJILKHMH HE3aBUCHUMBIMH (DaKTOpaMH M 3aBUCHMOH Iiepe-
MEHHOH JUIst OyyInX MPOTHO30B MPHMEHSIOTCS PETPECCHOH-
Hble Mojeiu. Ha OCHOBE 3KCIIEpHMEHTANIBHBIX JTaHHBIX, CO-
OpaHHBIX B mporecce oOpabOTKH, OBUIO CO3IaHO MHOXKECTBO
YHCIICHHBIX aITOPUTMOB. BBIOOp MOAXOMANIMX IPOrHOCTUYE-
CKHX MojieNiel o0Jierdaer ompeiesiecHHe ONTHMAIBHBIX Mapa-
METPOB pe3aHus M MOBBIMIAET KadecTBO mporecca [11; 12].
Pa3pabotaHbl MPOrHOCTHYECKUE MOJENU I YBEIHMYEHHS
JIOJITOBEYHOCTH MHCTpyMeHTa [13], MHUHUMM3aUuM Mpoao-
JKUTEITBHOCTH 00paboTKH [14], CHIDKEHHUS TOTpeOIeHHs SHEp-
ruu [15], cokpamienuss BpeMeHn HacTpodku [16] u mp. Onu
MMEIOT PEIIaollee 3HaUeHHE JUTsl ONPECIICHHS ONITUMAIBHBIX
MapaMeTpoB PE3aHMS W IIOBBIIICHUS KadecTBA IPOLELYPHI.
AstopsI [17] pa3paboTany TeMIiepaTypHy0 MOAETb IS TpOo-
THO3MPOBAHMS TEMIIEPATyPhl HHCTPYMEHTA BO BPeMs HAKJIOH-
HOT'O BPAIIICHHUS, TOCPEICTBOM 3TOr0 OOBSCHUB CTAOMIBHOCTD
nporiecca 06padoTku. B [18] pazpaboTana Moxaenb Jyist crere-
HHM KCTUpaHHMs BO BpeMsi mpoiiecca (pesepoBanus. BaxHo
TIIATEIbHO M3Y4YNTD BIUSHHE TEPEJHUX YIJIOB Ha Pa3INUHbIC
Marepuaibl, 4YTOObl CO3AaTh HAJEKHBIC IMPOTHOCTUYECKHE
mozienu. CrenoBarenbHO, HEOOXOMMBI TalbHEHIIe uccie-
JIOBaHMS JUTSl Pa3pabOTKH MPOTHOCTHYECKUX MOJIENEH, COTo-
CTaBJLIOIIMX CTajb C amoMHHHeM. PopMa pEexyIlero WH-
CTpyMEHTa SBIISIETCS KPUTHYECKHM I1apaMeTpoM 0OpaboTKH,
KOTOPBII BIMSIET Ha YCJIOBHS PE3aHMS H, CIEAOBATEIBbHO, HA
Ka4eCTBO TOTOBBIX M3ZeNHit!. BcecTopoHHee IOHMMaHKeE TO-
TO, KaK CBOWMCTBA MaTepuaia BIMAIOT HA MEXaHH3M pE3aHus,
TpeOyeT THIATENIbHOTO M3y4eHUs] MOP(OIOrHH CTPYKKH TPU
00paboTKe pa3TMYHBbIX MATEPHATIOB NP OMNPECICHHBIX Ia-
pamMeTpax mporecca.

HccnenoBaHue HanmpaBieHO HA aHAU3 MapaMeTpoB 00-
paboOTKH, B T. Y. TEMIIEPATYPHI, CUIIbI PE3aHUs, IIEPOXOBaA-
TOCTH TIOBEPXHOCTH ¥ MOP(HOJIOTHU CTPYXKKH, TIPH pa3Iny-
HBIX COCTaBax CILJIABOB.

Lesp paboTHI — yJTydIIMTh MOHMMaHKE BIUSHUS BBIOOpa
Mareprala 1 yria HakjoHa MHCTPyMEHTa Ha KadecTBO IO-
BEPXHOCTH, MOP(OJIOTHIO CTPY)KKH M APYTHE PE3YIbTaThl

' Dogra M., Sharma V.S., Dureja J.S. Effect of tool geometry
variation on finish turning — A Review // Journal of Engineering
Science and Technology Review. 2011. Vol. 4. Ne 1. P. 1-13. DOI:
10.25103/jestr.041.01.

00paboTKH, TeM CaMbIM CIIOCOOCTBYS ONTHMH3ALUHU IPO-
IIeCCOB O0pabOTKM ISl pa3NudHbIX MaTtepuayioB. Jlms
YIyYIICHUS] PE3yIbTaTOB HEOOXOIMMO MPOBECTH IMPOIHO-
CTHYECKUI aHaJIU3, YTOObI MOHATH MOPQOJIOTHIO ITOBEPX-
HOCTH C Pa3JIMYHBIMK COCTaBaMU MaTepHaJIOB.

METOJUKA ITPOBEJEHUA UCCIEJOBAHUA

TokapHble paOOTHl BBINOIHSINCH C HCIIOIB30BaHHEM
TIOMWHHEBBIX M CTAJIBHBIX CILIABOB C IIEPEMEHHBIM IIepesi-
HUM YTJIOM B Ka4eCTBE OIHOTO M3 MapaMeTpoB 0OpabOTKH.
BBITONHSITICE ¥ KOMMYECTBEHHO OIEHWBAINCH JIPYTHE BO3-
MOXKHBIE KOMOWHAIIMM MapaMeTpoB IpOIecca, TaKHE Kak
CKOPOCTh M CHJIa PE3aHMs, TEKCTypa MOBEPXHOCTH M TEMIIE-
parypa. VccnenoBaHus MpPOBOAWINCH C HCIHOJNB30BAHHUEM
CBEPXMOIIIHOTO TPEIM3HOHHOT0 TOKapHoro cTanka PSG 124 /
A 124 npoussoactea HMT Machine Tools Ltd. (Hindustan
Machine Tools, Unaust). B kauecTBe MaTepnanoB 3aroTOBKH
BBIOpaHbI Ba 00pasia — u3 msrkoi cramu (EN9) n amomu-
nus (2017-T4), neMOHCTpUPYIOLIHE COOCTABUMBIE MEXaHH-
YeCcKHe CBOMCTBA B COOTBETCTBHHU CO CIIpaBOYHMKaMu ASM.
Juamerp 3arotoBoK coctaBsul 24 MM, amuHa — 150 Mw.
OO0pasmpl ObUIM HAAEKHO 3aKPEIUICHBI B TPEXKYJIadKOBOM
MaTpoHe W BPAIAIUCh CO CKOPOCTBIO pe3aHus 160
u 360 06/MuH, TOIepKUBasi MOCTOSHHYIO CKOPOCTh TT0/1a41
0,12 MM/06. Mcnomp3oBasicss MHCTPYMEHT U3 OBICTPOPEXyY-
e crajau MHIWHCKOTO MPOU3BOACTBA, coneprxamuit 10 %
koOasnbTa, ¢ KBaJpaTHBIM IONEPEYHbIM cedeHHeM 12,7 MM
u amuHOH 50 MM. B KkauecTBe mapaMeTpoB mpoliecca B3STHI
TiepeiHue YIIIbl HHCTpyMeHTa 3, 5, 8 u 11° u riyouna pesa-
Hust 0,5 MM. It u3MepeHusl Cuil, BO3HUKAIOIIUX BO BpeMs
00pabOTKH, K TOKapHOMY CTaHKy OBbLI HPHKPEIUICH CTaH-
JIAPTHBIM TUHAMOMETP TOKapHOTo MHCTpyMmeHTa. IIpoexrop
PO NCTIONB30BANICS ISl aHAIN3a 00pa30BaHUs CTPYXK-
KU ¥ ONpEeJeNeHIs [UTMHBI 3a3yOpHH CTPYKKH IO yBEIUYCH-
HBIM H300paxeHnsM. [1lepoxoBaTOCTh MOBEPXHOCTH OIICHH-
Banach ¢ momotsio npudopa SJ-218 Talysurf (Mitutoyo,
SInonust) Ha 06pabOTaHHO MOBEPXHOCTH.

Ha ocHoBe moapoOHBIX AKCIEPUMEHTATBHBIX 3HAYCHUN
MpeJIaraeTcsl MPOrHOCTHYECKash MOJENb I 00eCcTeueHUs
MpEeBAapUTEIEHON OLIEHKU B3aUMOCBSA3HM MEXIY MEpeMeH-
HBIMH C ()OKyCOM Ha TeMIeparype B KaueCTBE BBIXOIHBIX
JnaHHbIX. [IporpaMMHBIH WHCTPYMEHT R TNpPUMEHSUICS IS
CO3/1aHUSl MPOTHOCTHYECKOM MOJAEITH C MCIOJb30BaHHEM
9KCIIEPUMEHTANIBHBIX JaHHBIX. llcciienoBanue IpoOBOAH-
JIOCh IIyTE€M MX MMIIOpTa B cpexy mHcTpyMmeHTa. DyHKius
“read.csv()” wucmomp30Banack IS MMIIOPTa TaOIWIHBIX
JIAaHHBIX C COOTBETCTBYIOIIMM (DOPMAaTHPOBAHHEM U pac-
npeaeneHneM mnepeMeHHbIX. Ko3hduunenTsr Koppemsunu
MEXY 3aBHCUMBIMU ¥ HE3aBHCUMBIMH MEPEMEHHBIMU BbI-
YHCISUIMCH CHaYajla U3 MMEIOIIMXCs TaHHbIX. Kpome Toro,
JUISL TIPOTHO3MPOBAHHUS IIEPOXOBATOCTH IOBEPXHOCTH Ha
OCHOBE TPEJIOCTaBIECHHBIX JaHHBIX MCIOJIb30BAIUCH JIH-
HelfHas perpeccusi 1 MeTOJ CIIydaifHOro Jieca.

PE3YJIBTATBI UCCJIIENJOBAHUSA

dopmMupoBaHHE CTPYKKH

dopMUpOBaHKE CTPYKKH JIaeT MPEICTaBICHUE O Kaye-
CTBE 3arOTOBKU W OIPEAEsieT CTaOMIBHOCTh 00pabOTKH.
Ha puc. 1 nokazansl dororpadun CTpy>KH Ha IIPOEKTOpE
npoduist, 9To 00NerdaeT U3MEPEeHNUEe TEOMETPUH CTPYKKH.
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Puc. 1. Obpazosanue cmpysicku O pA3IUYHBIX MAMEPUATO8 NPU PAZTUYHBIX Y2IAX HAKIIOHA U CKOPOCIAX 6PAWeHUs]
Fig. 1. Chip formation for the different materials at different rake angles and rotational speeds

[TepBoHauanpHBIE HAOMIOAEHHS MOKA3BIBAIOT, YTO W3MCHE-
HUSI TIEPEAHET0 YIa TMOBIISUIM HA JIHHY CTPYXKH. OTO
SBJICHHE BO3HUKACT M3-3a M3MECHEHUS HAlPaBIICHUS JIBHXKeE-
HUSL CTPYKKH IO TOBEPXHOCTH Je3Bus. IIpumeuarensHo,
4yro npu 140 06/MUH yBeNWYEHHE CHIIBI PE3aHMs NPHUBEIO
K 00pa3oBaHUIO Oonee KOPOTKOH CTpyxkKku. M3-3a cBOWUCTB
AITIOMUHUEBBIX ~ CIUIABOB  00pa30BaHHME  HENPEPBIBHOM
CTPY>KKH MPOHCXOJUIO HE3aBUCHMO OT M3MEHEHHH CKOpO-
CTH pe3aHMs WIX IEPEAHEro yria, Kak MoKa3aHo Ha puc. 1.

Onpeaesienne CBOICTB B mpouecce 00padoTKu

Ha puc. 2 a mokazana BeicOTa 3yO1oB, HaOmogaemMasi BO
BpeMsl HCCIEOBAHUS CTPYXKKH IIPU PAa3iIMYHBIX CKOPOCTSX
pesanus. [1o Mepe yMeHbIICHHS! CKOPOCTH BPAILECHHS BBICOTA
yBeNnMYMBaeTCs. [Ipy IOBBILICHHBIX CKOPOCTSX BpAIEHHUS
o0pa3syeTcsi HelpephIBHAs CTPY)KKa ¢ 3aBUTKamMu. Ha mpots-
’KEHUHU Bcel MpoLeAyphl pexyInas KpOMKa HHCTpyMEHTa B3a-
MMOJIEHCTBYET ¢ 00pabaThiBa€MbIM MaTEpHAaJIOM, MO/IBEPracT-

Csl CKATHIO W JOCTHTACT TIacTUIeckoro cocrosaus. [Ipu Bpa-
IIEHUN MSITKOM CTaM ¢ TIOHMKEHHOHM CKOPOCTBIO HAOIO/IaeT-
cs1 GosbInas JuTMHA 3yOI10B. B almfoMHHUEBBIX CIIaBaX MOCTO-
sIHHAsL TOJIIMHA CheMa MaTepHalla IPUBOAUT K 00pa30BaHHIO
YIUTHHEHHOTO (DparMeHTa ¢ YMEHBIIICHHO! JJTMHOM 3yOII0B.

Ha puc. 2 b npescraBieHbl 3HaueHHs IEPOXOBATOCTH 00-
paboOTaHHOW MOBEPXHOCTH. J{Jisi MSITKO# CTaiy 3TH 3HAYCHUS
YMEHBIIATINCH C YBEIMYCHUEM CKOPOCTH pe3aHms. Kak moka-
3aMM pe3yNbTaThl, 3HAUCHHUE IIEPOXOBATOCTH OOPaTHO TIPO-
MOPIHOHANTEHO TeMIleparype pezanus. [IOBBIIICHHBIE TeMITe-
paTypbl pe3aHus CHOCOOCTBYIOT TEPMHYECKOH MSTKOCTH Ma-
Tepuaia, 9YTo TO3BOJIIET JIETKO M3BJEKATh METALT U3 CIUIaBa.
Kpome Toro, yBemmdeHne CKOPOCTH pe3aHus YCUIIMBAST BHO-
paly Ha ypOBHE IOBEPXHOCTHU ¥ TEIUIOTEHEPALINIO. DTO MPH-
BOIUT K 00pa30BaHUIO TPyOOil MOBEPXHOCTH, YTO TAKXKE MO-
KeT OBITh CIEACTBHEM pPa3pbiBa CTPYKKH MEXKTY PEXyILEH
KPOMKOHM MHCTpyMEHTa M MOJAaTINBON 3aroToBKoi. B mpo-
necce 00pabOTKH YBEIMUYEHUE TNEPEAHEro yriia MPUBOIUT
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Puc. 2. Onpedenerue HeKOMOPLIX MEXAHUYECKUX CBOUCME 80 8peMsl npoyecca 00pabomxu
Fig. 2. Determination of some mechanical properties during the machining process

K YMCHBIICHUIO CHUJIbI PE3aHUA MN3-3a YMCHBIICHHA KOHTAaKTa
Ha TpaHHIEe pexylleil KpOMKA MHCTpyMeHTa. Kak mokasaHo
Ha puc. 3 a, amHa (parMeHTa yBeJIMYUBAETCS JI0 MEPEHETO
yra 5°, mocne 4ero yMmeHsllaercd. TemmepaTypa B MecTe
KOHTaKTa C PEXyIled KpPOMKOH HHCTpyMEHTa H3MEpsulach
¢ nomouipio mipomerpa (puc. 3 b). 3neck Temneparypa pacter
C YBEIIMYEHNEM TIEPETHETO YIJIa, YTO MOXKET OBITh CIIC/ICTBH-
eM GoJiee BEICOKOM CHIIBI TPEHHSI.

B Tabnmie 1 mpencraBieHBl SKCIIEpUMEHTATIBHBIE TaH-
HBIE JUIS Pa3lINYHBIX TApaMEeTPOB Mpolecca, BKIIOYast CKO-
pPOCTb BpalLlEHUs, CUIIY pE€3aHHus, MEPEAHUNA Yroj U LIepo-
XOBATOCTh MOBEPXHOCTHU, a TAKKE COOTBCTCTBYIOIIHUEC UM
BBIXOJHBIC IEPEMECHHBIC.

B tabnuie 2 moka3aHbl 3HAYEHUS] KOPPEISINH, TOTyYeH-
HbIe B pe3yJibTaTe aHaiu3a B IPOrPaMMHOM OOecrieueHHn R.
C mnomomipio 3THX KOI(POUIHMEHTOB aHAIM3UPYIOTCS CBSI3U
MEX[y PasIMYHBbIMI HE3aBHCHMBIMH TIEPEMEHHBIMU U TEMITE-
parypoil. B nmaHHOM ciydae IIEpOXOBATOCTH IOBEPXHOCTH
W CWJIa pe3aHusi UMEIOT CHIIBHYIO TMOJIOKHUTEIBHYIO KOppels-
LMI0 C TEMIIEpaTypoil. DTO MOATBEPKAACT, YTO YBEIMUCHHE
[IEPOXOBATOCTH MOBEPXHOCTH M CHJIBI PE3aHUsI KOPPEINpYeT
C TIOBBILICHUEM TEMITEPATYPhI HA MPOTSHKEHUHM BCETO TIpoliecca
00paboTKH. YKa3aHHBIE TEPEMEHHBIE CYIIECTBEHHO BIHSIOT
Ha TEIUIOBOE IOBeAeHUE Ipouecca. IlepenHuil yron nemos-
CTPUPYET YMEPEHHYIO KOPPEJSLMIO C IIEPOXOBATOCTHIO TI0-
BCPXHOCTU. OH oOKa3bIBaeT MUHHUMAJIGHOE BIIMSHHE HA Apyrue

nepeMeHHbIe B HuccienoBannd. Cpean MCClieOBaHHbBIX Hapa-
METPOB CaMyIO IOJOKHUTEIbHYI0 KOPPEISIMIO C IUIONIAIbI0
MOBEPXHOCTH U CHJION pe3aHus MMena Temreparypa. JTo yka-
3bIBaeT Ha TO, YTO XAPAKTEPUCTUKHU NTOBEPXHOCTH U CUJIa pe3a-
HUSA, BO3HHUKAOMIAs BO BpeMsl 0OpabOTKH, HAMPSIMYIO KOppe-
JMPYIOT C pe3yJbTUpyolen temmneparypoil. Koppensimon-
HBIIl aHANU3 BBIIBUJI CYILECTBEHHBIE KOPPEILMU MEXITY TU-
MU TIEPEMEHHBIMA M 3apEruCTPUPOBAHHON TeEMIIEpaTypoil.
Kpome TorO, ImIepoxXoBaTOCTh IOBEPXHOCTH M CHJIA PE3aHUS
MPOIEMOHCTPUPOBATN OTPULIATENBHYIO KOPPEIALIO C TIepe-
HHM YTJIOM, KaK MOKa3aHo B Tabmuiie 2.

MHO0X€CTBEHHBIN PErPECCUOHHBIN aHAIU3 [10Ka3all, YTO
CHJIa PE3aHus, IIEPOXOBATOCTh IOBEPXHOCTH, MEPeIHUIN
YIoJI ¥ CKOPOCTh PE3aHUs 3HAYUTEIBHO BIUSAIOT HA TEMIIe-
paTypy, BO3HUKAIOIIYI0 B MECT€ KOHTAaKTa B NPOLECCe UC-
cnenoBanuii. B Tabnunax 3 u 4 npuBeNeHBI 3HAYEHUS I1a-
paMeTpoB 0OpabOTKH Ui JTIOMHHHSI M CTaJd COOTBET-
CcTBeHHO. JINsl TpEACTAaBICHHBIX JAHHBIX MpPEAJIararoTcs
CIeIyOIINe MOJIENN OTKIIMKA IS aTIOMUHUS U CTaJN.

JIuneitHas perpeccust AJis CTaju:

T =199,64 —0,05Fc—0,1Ra + 6,482y +0,077SFM ,

rae T — reMieparypa,
Fc — cuna pe3anus;
Ra — mepoxoBaTocTh NOBEPXHOCTY;
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Fig. 3. Temperature distribution for various rake angle

Y — IepeaHui yrour;
SFM — cKOpOCTb pe3aHusl.
JluHeiiHas perpeccus Jyisl AIFOMUHUSA

T =116,41-0,02Fc —0,05Ra +2,66y +0,132SFM .

Jlist  TIOBBIIEHUSI TPOM3BOMUTENBHOCTH  00pabOTKU
BaXXHO MOHMMATh KOPPEJALMIO MEXIY MapaMeTpamMH Ipo-
mecca M TeMIepaTrypoi. DKCIIEpUMEHTAIbHBIE PEe3YJIbTaThl
MOJYEPKUBAIOT TEMIEPaTypHYI0 UYBCTBHTEIBHOCTH CHIIBI
pe3aHusl, CKOPOCTH PE3aHusl, IIEPOXOBATOCTU MOBEPXHOCTU
u mepenHero yria. B o0oux ypaBHEHHSAX p-3HAYCHUS OIS
HE3aBHCUMBIX NEPEMEHHBIX C (PaKTOpaMH B3aUMOJEHCTBUS
obut HIke 0,05, 9TO 03HAYACT, YTO ITH MEPEMEHHBIC OKa-
3aJM CTATHCTHUYECKH 3HAYUMOE IIOJIOKUTEIHHOE BIUSHHE
Ha Temrepatypy. Mcmoms3oBanue 3PQPEKTOB B3anMOICH-
CTBHSI YKa3bIBaeT Ha TO, YTO CBSA3b MEXIY TEMIIepaTypoit
U HCCIETyEeMBIMH TEPEMEHHBIMH (OPMHUPYETCSl UX B3au-
MOJIEHICTBHEM, a HE ABJSETCA IPOCTO aJAUTUBHOM.

3Ha4yeHust JOCTOBEPHOCTH aNlPOKCHMAIUH JUIs 00EHX MO-
JIeNel cOCTaBUIIN MPHOIM3UTENBHO 89 %, UTO yKa3bIBaeT Ha NX
000CHOBAaHHOCTb U XOpOIlIee COOTBETCTBHE. BhIcokue nokasa-
TEIN CBUZETEIBCTBYIOT O TOM, YTO MOJENH, OCHOBaHHBIC HA
HE3aBHUCHMBIX NIEPEMEHHBIX M MX B3aMMOJIEHCTBIH, OOBSICHSIIOT
CYIIECTBEHHYIO JIOJTIO TEMITEpaTypHBIX KojieOaHuii. Perpeccu-
OHHBIN aHAJIM3 TEMIIEPATYPh! JaJl HE3HAUUTENbHBIE OCTAaTOY-
HbIE 3HAUCHMS, YTO O3HAUYAET, YTO Pa3pabOTAHHBIC MOJIEIH

3(p(PEKTUBHO OTOOPAXKAIOT CBSI3b MEXKY HE3aBUCUMBIMH IIC-
PEMEHHBIMHU U TeMIIepaTypoil. MUHUMaJIbHbIE 3HAYEHHUSI OCTa-
TOYHBIX BEJMYHMH HPEATIONAraroT, YTO MOJENH TOYHO aIpoK-
CHMHPYIOT (DaKTHYECKUE JAHHBIE O TEMITEPaType.

Ha puc. 4 ¢ momonipro mporpaMmsl R NOKa3aHbl (akTh-
YeCKHe M MPOTHO3UPYEMbIE H3MEPEHHs TEeMIepaTyphl.
I'paduyeckoe mpeacTaBieHUE MOKA3bIBAET, YTO TEMIIEpa-
TypHas MOJeNb OblIa TOYHEE 3asBICHHBIX MMapaMeTpPOB
mporecca. JTO0 MOATBEPXKIACT 3PPEKTHBHOCTH pa3pado-
TaHHBIX MO}IeJ’[eﬁ JUIA TPOTrHO3UPOBAHUA TEMIIEPATYPhlI Ha
MPOTSHKEHUH BCEro Mporiecca 00paboTKH.

Oyuknus “plot3d” u3 makera “rgl” ucmonb3yercs Uit Co-
3[aHKs1 TPEXMEPHOTO rpadka Mpu MporpaMMHUPOBAHHH B R.
Oyuknus “plot3d” ucnons3yercs B paboTe I WLTIOCTPAIHN
KOPPEIILN MKy CHIIOH, CKOPOCTBIO pEe3aHusl M TeMIiepa-
TYpOH JIs aJIFOMHHHEBBIX U CTAJIBHBIX CIUIABOB, KaK TIOKA3aHO
Ha puc. 5 a. VI3 puc. 5 a BUIHO, 4TO MpH Pa3INYHBIX EPETHUX
yIilax CHja pe3aHus YMEHBIIACTCS C YBEIMYCHUEM CKOPOCTH
pe3anust. TTo mMepe yBenuueHHs CKOPOCTH PE3aHus TeMmIiepa-
Typa noBbImaercs. 3 puc. 5 b BumHO, 9TO Temmeparypa Io-
BBIIIACTCS] U3-32 TBEPJIOCTH CILIABA, YTO 3aTPYAHSET €ro yjaa-
JieHne ¢ 00pabaTeIBaeMoii MoBepxXHOCTH. Kpome Toro, pexyras
KpPOMKa MHCTPYMEHTA MpPUJIEraeT K MOBEPXHOCTH 3arOTOBKH,
YTO TIOBBIIAET TeMieparypy. DddekTiuBHOCTh nporecca 00-
paboOTKM B OCHOBHOM 3aBHCHT OT Marepuajia 3aroTOBKU
1 KOH(Urypaly HHCTPYMEHTA. Y BEeIMUEHHE TIEPEHETO yIiia
yIyulllaeT CLEIUIEHHEe MEXIy IOBEpXHOCTBIO MaTepHhana
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Taonuua 1. Tabnuunvie 3Hauenus napamempos npoyecca OJisk CMaiu u amoMUHUs
Table 1. Tabulated values of process parameters for steel and aluminium

IllepoxoBaTocTh Cuna Iepeannii Temnepartypa, CxopocTb, Bebicora
Marepuai ° o
NOBEPXHOCTH, LM pe3anus, H yroJi, C 00/MMH n1uKa, MM
13 260 3 136 140 0,3
14 220 3 167 360 0,205
17 100 5 141 140 0,48
17 160 5 169 360 0,37
AnmoMuHui
17,5 150 8 143 140 0,27
14,5 150 8 174 360 0,75
10 125 11 151 140 0,13
6,5 95 11 178 360 0,10
7 125 3 221 140 0,24
24 190 3 243 360 0,12
13 110 5 234 140 0,58
17 170 5 253 360 0,17
Cranb
11 150 8 252 140 0,20
27 120 8 257 360 0,13
7 85 11 263 140 0,185
7 125 11 289 360 0,015
Taonuya 2. 3nauenus Kopperayuu O1s CMAIU U ATIOMUHUA NPU PA3TUYHBIX NApaMempax npoyeccd
Table 2. Correlation values for steel and aluminium under different process parameters
Craab AJTIOMUHUT
IllepoxoBaTocTh Cuaa Tepenmmii IllepoxoBaTocTh Cuaa Tepenmmii
pe3aHus yroa pe3anust yroxa
IllepoxoBaTocTh 1 - - 1 - -
Cuaa pe3anust 0,49 1 - 0,19 1 -
Ilepennuii yroJ -0,34 -0,57 1 -0,58 -0,72 1
Temmnepatypa 0,63 0,52 0,42 0,42 0,60 0,52
CxopocTts pe3aHust 0,627 0,53 - 0,19 0,48 -

W TiepefHell MOBEPXHOCTbIO HMHCTPYMEHTAa. JTO HPHBOINUT
K POCTY TeMIepaTyphl, KaK IMoka3zaHo Ha puc. 6a u 6 b. Ilo-
BBIIIICHUE TBEPAOCTH CTANGHOTO CIUIaBa TAaKXKe MPUBOIUT
K TIOBBIIIICHUIO TEMIIEPATYPHI.

Puc. 7 wiunrocTpupyeT KOppeIsiLMI0 MEKAY IIEPOXOBATO-
CThIO 00pabOTaHHON TMOBEPXHOCTH, CKOPOCTHIO PE3aHHS
u teMreparypoi. 11o Mepe yBenudeHus! epeqHEro yria He-
POBHOCTh TOBEPXHOCTH CHauajla YBENIWYMBACTCS, a 3aTeM

ymMmeHbInaercs. HabmoaeHnst mpoBo ek s 000MX CIula-
BOB U JIByX OT/EIIBbHBIX CKOPOCTEH pe3aHust. 3HAYCHHUE 1IEPO-
XOBAaTOCTH 00paOOTaHHOW MOBEPXHOCTH YBEIMIUBAJIOCH TIPU
3HAYCHUH TIEpeTHEro yriia oT 3 1o 5°. M3MeHeHue nepeaHero
yriia Juisi AlFOMUHHS YBEIMUHMBAJIO 3HAYEHUE 1IEPOXOBATOCTH
¢ 14-15 no 17-18 MkM mpu 06eMX CKOPOCTSX pe3aHus. ITO
B OCHOBHOM CB$I3aHO C YCTaHOBJICHHEM OoJiee HU3KHX TeMIle-
patyp B MecTe KOHTaKTa PeXylleil KPOMKH HHCTPYMEHTa.
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Tabnuya 3. Ilapamempol npoyecca npu 00pabomKe aoOMUHUSL U COOMEEMCMBYIOUIUE UM 3HAYUEHUs!
Table 3. The process parameter values during the machining of aluminum and its corresponding values

Temmneparypa
IlepoxoBaTocTh, Cuia Hepennmnii CkopocTth OcTaTouHas
pm pe3anus, H yroJ, ° pe3aHus, 06/MUH ® 3HaueHHe BeJINYMHA
aAKTHYECKAN
perpeccuu

13 260 3 140 135 137,735 —-0,02026
14 220 3 360 168 167,580 0,00250
17 100 5 140 146 146,275 -0,00188
17 160 5 360 172 174,115 —0,01230
17,5 150 8 140 152 153,2575 —0,00827
14,5 150 8 360 182 182,2825 —0,00155
10 125 11 140 162 161,700 0,001852
6,5 95 11 360 190 191,3225 —0,00696

Taonuua 4. [lapamempul npoyecca npu 06pabomke cmanu u COOMEENCmMaywue UM 3HAYeHus
Table 4. The process parameter values during the machining of steel and their corresponding values

Temneparypa
llepoxoBaTocTh, Cuna Ilepennuii Ckopocthb Ocrarounasi
pm pe3anus, H yroJa, ° pe3aHus, 00/MUH DaKTHYeCKasT 3HayeHue BeJINYUHA
perpeccuu

7 125 3 140 220 222916 —-0,013250
24 190 3 360 238 234,906 0,013000
13 110 5 140 235 236,030 —0,004380
17 170 5 360 254 249,570 0,017441
11 150 8 140 255 253,676 0,005192
27 120 8 360 268 270,516 —0,009390
7 85 11 140 270 276,772 —0,025080
7 125 11 360 290 291,712 —0,005900
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Puc. 4. Cpasnenue gpaxmuueckozo u npoSHO3UPYeMO20 3HAYEHUll memnepamypul 01 anromunus (a) u cmaau (b)
Fig. 4. Comparison of actual temperature and predicted temperature value for aluminium (a) and steel (b)
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Puc. 5. H3menenue cunvl u CKOpOCMU pe3anus 8 3a8UCUMOCU Om memnepamypul 014 antomunus (a) u cmanu (b)
Fig. 5. Variation of cutting force and cutting speed with temperature for aluminium (a) and steel (b)
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Puc. 6. Hzmenenue nepednezo yena u cKOpoCmu pe3anus 8 3a8UcuUMocmu om memnepamypul 0 anromunus (a) u cmanu (b)
Fig. 6. Variation of rake angle and cutting speed with temperature for aluminium (a) and steel (b)
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Puc. 7. Hzmenenue wepoxosamocmu u CKOpOCmu pe3anusi 8 3agUCUMOCMU Om nepedHe2o yena ons amomunus (a) u cmanu (b)
Fig. 7. Variation of roughness and cutting speed with rake angle for aluminium (a) and steel (b)

VBenuueHne TEpeaHero yriia TPUBOAWT K HM3MEHEHHIO
TEMIIEPATYpPhl K IIEHTPY 3arOTOBKH H3-3a €€ MOBBIIICHHOM
TEIUIONPOBOAHOCTH. Ha mpoTsukeHHM Bcero mporecca 06-
pabOTKM MOBEPXHOCTh CTAHOBUTCS OoJiee TIIAIKOH, MaKe
py HEOOJIBIIOM IOBBIILICHUH TEMIEpPaTypbl. DTO YMEHb-

[IaeT IIEPOXOBATOCTh MOBEPXHOCTH, MOCKOIBKY (parMeH-
ThI JIETKO YJAJSIFOTCS C 3arOTOBKU. 3HAUYEHHE LIEPOXOBATO-
CTH YMEHbIIAJIOCh [0 Mepe YBEIHMUYCHUS IEPEAHEr0 yIiia JI0
8 m 11° u3-3a paccenBaHus Tema Omaromaps TEIUIOMPO-

BOJHOCTHU U pasMATr4Y€HUIO MaTCpuasia.
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Crainb, Kak Ooliee NPOYHBIA Marepual, TpeOyeT yBenu-
YEHMSI CHJIBI PE3AHMS IS OTACICHHUS YaCTHUI[ OT 3arOTOBKH.
[llepoxoBaTOCTh MOBEPXHOCTH YBEIMYHMBACTCS C YBEIHYC-
HHUEM TIEPEIHEr0 yIiia, HO YMEHBIIACTCS 110 Mepe Pa3BUTHUS
HApOCTa Ha pe3lle WM HAIUIABJICHHOrO CJIOSI HA KOHTAKTe
C pexyIIei KPOMKOW HHCTPYMEHTA, U MaTepHall MoBepra-
ercsl pasMsardeHuro. [lo cpaBHEHHIO C aTIOMHUHHEM CTallb
JIEMOHCTpUpPYET OoJiee HHM3KYIO TEIUIONPOBOMHOCTH. Puc. 8 a
WLTIOCTPUPYET MOBBIIICHUE TeMIIepatypbl pesanus. [lepo-
XOBaTOCTh TMOBEPXHOCTH YBEJIUYMBACTCS C YBEIUUCHHUEM
MEepPEIHErO yIiia U CKOPOCTH PE3aHUsL.

MeTop ciiy4aifHOTO Jieca CUMTAeTCs OJHUM M3 Hambo-
nee 3((EKTHBHBIX TMOAXOIOB K KJIaCCH(PHUKAIMH B Ma-
mHHOM 00yueHuu. OH HCMONB3yeTcs AJis1 Habopa maH-
HBIX, BKJIIOYAIOIIETO0 HECKOJbKO IapaMEeTpOB Ipolecca
00pabOTKM JABYX pa3IUYHBIX CIUIaBOB. HecMoTps Ha
OYCHb OTPAHWYCHHBIA pa3Mep Habopa JaHHBIX, ATOPUTM
ciaydvaitHoro seca 3¢ ()EeKTHBHO UACHTU(UIIUPOBAT H3Me-
HEHHUSI CBOWCTB CIUIaBa B 3aBHCHMOCTH OT OCOOEHHOCTEH
ux o0pabotku. M3 Habopa NaHHBIX, MPEICTABICHHOTO
B Tabmuue 1, 70 % Todek MaHHBIX OBLIM BBIACICHBI IS

oOyuatomiero Habopa jjsi oOJerdyeHus: TOYHON OLICHKU
MOJIENH, B TO BpeMsl kKak octaBmuecs 30 % Obutn mpegHa-
3HaueHsb! JuId npoBepku. CoriacoBaHHOCTh MoOAeNeil ore-
HUBAJIACh C TIOMONIBIO PUC. 8 a, KOTOPBIA WLTIOCTPUPOBAIT
X NPOU3BOAUTCIBHOCTL Ha HPOTAXKCHHUU YBCIUYCHHOI'O
KOJIMYeCTBa JiepeBbeB peuieHuil. ['paduk mokasan moso-
KUTEIBHYIO KOPPEJLIHMIO MEXAY KOJINYECTBOM JIEPEBHEB
U CTaOWIBHOCTBIO MOJIETH, YTO TOBOPUT O TOM, YTO YBe-
JMMYCHUE KOJHMYECTBA IICPEBHEB IIOBBIMIACT HAISKHOCTH
pe3ynbTaToB Kiaccu(uKanuu. Bee YucnoBbIe pe3ybTaThl
JOJDKHEL OBITH OTOOPaXXECHBI B pa3/iesie ¢ TeM e Ha3BaHHU-
em. Kpome Ttoro, puc. 8 b mpogeMoHCTpHUpOBal 3aBUCH-
MOCTbh IEPEeMEHHBIX OT BbIOOpa MarepuainoB. [Ipumeua-
TE€JIbHO, YTO IPpHU CPaBHCHHU CTaJIU U AJTIOMUHUA JJIMHA
CerMeHTa CTPYXXKH II0Kazana Hamboyiee CyIeCTBEHHYIO
(okoisto 55 % ot olliero yucna) CTENeHb BIUSHHS Ha BbI-
XOZHOHM mapamerp. MakcuManbHasi BBHICOTA B OCHOBHOM
3aBHCeNa OT MPOYHOCTH U COCTaBa Marepuana Ha HpoTs-
JKEHHHU BCETO Ipoliecca TOKapHoi oOpabotku. bonee Toro,
9TH XapaKTEPUCTHKU Marepuana ONpelesuId IPUMEPHO
35 % xonebaHnit TEMIEpaTypsl BO BpeMsi 00pabOTKH.
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Puc. 8. 3uauumocmo napamempos mMooenu, noryueHHas Ons CAY4aliHo20 eca, No CmeneHu 6IUaAHUsA Ha 8bIXOOHOU napamemp (a)
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Fig. 8. Error plot during the Random Forest model iteration (a)
and dependency plot between the variables for the material selection as output (b)
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OBCYXJEHHUE PE3YJIBTATOB

®opmupoBaHHE CTPYXKH JaeT NpEJCTaBICHHE O Kade-
CTBE 3arOTOBKHA W OIpEneNsieT CTaOMIBHOCTE OOpPabOTKH.
IIpu o6paboTke MIACTHYHBIX MaTEpHaJiOB O0Opa3yrOTCS He-
MPEPBIBHBIE CTPYXKH. DTO B OCHOBHOM OOBSCHSETCS Ia-
cTryeckor aedopmanumeir BHYTpH oOpabaTbIBaeéMOro mare-
puana. HenmpaBuibHBIE HACTPOMKH pe3aHUs MPUBEIYT K 00-
Pa30BaHMIO NPEPBIBUCTHIX CTPYXKEK MPU (PPE3epPOBAHNN TIIa-
CTUYHBIX U XPYHKHUX MaTECpUaJIOB. 3HaYuTEIbHbIE 3ayCCHIIbI
Ha CTpY)XKe 00pa3yroTcst BO BpeMsi (hpe3epoBaHUs B yCIOBHU-
SIX TOBBIIIEHHOTO TPEHHSA. DTO MPOUCXOAUT M3-32 (PPHKIH-
OHHOT'O COINPOTHBIICHUS W OOpa30BaHUS HAPOCTOB B MeECTE
pacnoyioxeHHs1 pexymieil KpoMKH MHCTpymeHTa. Vccmemo-
BaHME II0KAa3aJio, YTO OoJiee BBHICOKHE CKOPOCTH BPAILCHUS
TIPUBOAAT K 00Pa30BaHNIO HENPEPHIBHBIX CTPYKEK B MSTKOH
CTally, B TO BpeMs Kak 0oJiee HU3KHE CKOPOCTH JAfoT Oosee
KOpOTKHe CTpYXKd [19]. D10 sBIEeHNE MOXHO OOBICHUTH
00paTHOH KOppesiueil MeXIy CKOPOCTBIO PE3aHUS U CIKH-
MAIOIIUM HANpPSDKEHHEM, TIPU 3TOM YBEJIMYEHHE CKOPOCTH
pe3aHusl CHMXKAeT CXKMMAIOIee HaIpsDKeHUE, CII0COOCTBYS
00pa30oBaHMI0 HEMPEPHIBHBIX CTpyXek. bonee Toro, yBenu-
YeHHE TepeHero yria MpUBENO K POCTY BBICOTHI 3yOIOB.
D710 sBIEHHE OOBSCHAECTCS MOBBIICHHONH CerMeHTaHei
¥ TpobJeMaMy TIPH CIIBUTOBOM CKOJIBKEHUH, YTO TTPUBOAUT
K OOJIbIIEMY pacKaJIbIBAHHIO MaTepralia Ha KayKJIOM ITHKe.
V3meHeHne nepeHero yria Takke MOBIUIO Ha JUTHHY
CTPY)XKH, 4YTO TIPUBEIO K HEOONBIIOMY YMEHBIICHHUIO
CTPY)KKH MSTKOH CTamu. DTO SBIAETCS Pe3yJbTaToM H3Me-
HEHUs HalpaBJIECHHs CXOJa CTPY)KKH IO MOBEPXHOCTH JIE3-
Bus. [lpumeuarensHo, uro nipu 140 06/MHH yBeNHUYCHHE CH-
Tl pe3aHUs MpPUBENO K 00pa3oBaHMIO Ooiee KOPOTKOM
cTpyxku. CBOICTBa aJIOMHHHEBBIX CILIABOB MPUBEIH K 00-
Pa30BaHMIO HETIPEPHIBHOM CTPYKKH HE3aBUCHMO OT U3MEHe-
HUH CKOPOCTH pe3aHMs WM IepeaHero yria. Mopdoioru-
YEeCKHUE OCOOCHHOCTH (PParMEHTOB OCTATUCh B OCHOBHOM
HEN3MEHHBIMH, HECMOTPSI HA N3MEHEHUSI ATUX [1apaMeTPOB.
BeicoTa 3yO1OB aHAIM3MPOBAIACh B 3aBUCHMOCTH OT pa3-
JIMYHBIX CKopocTel pe3aHws. [loka3aHo, YTO BBICOTA yBEIH-
YMBAETCSl TT0 MEpe YMEHBIICHUS CKOpOCTH BpateHus. [Ipu
TMOBBIIIEHHBIX CKOPOCTSIX BPAICHHUS 00pa3yeTcst HENpepbIB-
Hasl CTpy>KKa ¢ 3aBUTKamMu. Ha npoTspkeHny Beeil mpouexypbl
peXyIIas KpOMKa HHCTPYMEHTa CTaJIKMBAeTCs ¢ 0OpabaThiBa-
€MbIM MaTepuajioM, MOJBEPracTcsi CKATHIO U JOCTHIaeT Iuia-
CTUYHOTO COCTOSIHMS. Bonbluas mnmunHa 3yOroB HaOmomaercs
TP BPAIIEHUH MSTKOM CTaIHN C TIOHKEHHOI CKOPOCTHI0. DTO
B OCHOBHOM OOBSICHSIETCS MOBBIIIEHHBIM HalpsDKEHHEM, BO3-
HUKIIUM Ha pabouell moBepxHocTH. Bo Bpemsi oOpaboTku
Marepuaji HpOsIBISET XapaKTePHCTUKH, CXOIHBIE C XapakTe-
PHUCTUKaMHM XpPYIKOTO BEIIECTBA. YBEIMYEHUE IIEPETHErO
yIJla HOBBIIIAET cxuMaroniee Hanpsokenue [20]. B amromunu-
€BBIX CIUIAaBaX MOCTOSHHAS TOJIIMHA CHATHS MaTepHalia JaeT
YIUTMHEHHBIN (PparMeHT ¢ YMEHBIIIEHHON THHON 3yOII0B.
st MATKOHM cTanu 3HaYeHUs! LEPOXOBATOCTH MOBEPX-
HOCTH 00pabOTaHHOH 001aCTH yMEHBIIAIKUCh C YBEITHUCHHU-
€M CKOPOCTH pe3aHus. Pe3ysbTaThl MOKa3bIBAIOT, YTO €€
3Ha4YeHHe OOpaTHO MPOMOPIMOHANBHO TEMIIEpaType pesa-
Hus. [lOBBIILICHHBIE TEMIIEPATYPhI PE3aHUs CIIOCOOCTBYIOT
TEPMHUECKOI MSTKOCTH Marepuajia, YTO IMO3BOJISET JIETKO
u3BIeKaTh Metawn u3 crmaBa [21]. Tepmoruactuxanus
CIylaBa IIpHM NOBBIIIEHHBIX TeMIlepaTypax OOBSCHSIETCS
W/ICUTbHBIMA 3HAYEHUSIMM JHEPTMU TPEHHUs W OSHEPruu
miockoctu casura [22]. IloreHuuan moBbILIEHHBIX TEMIIe-
paTyp Ha pexymlied KpOMKE HHCTPYMEHTa CHOCOOCTBYET

pasMsrdeHu0 00paboTaHHOW 00JacTH TOBEPXHOCTH. AB-
TOpHI [23; 24] BBICHWIN, YTO yBEJIHMYEHHE CKOPOCTH pe3a-
HUA YMEHBIIACT HICPOXOBATOCTH MMOBECPXHOCTHU aJIFOMUHUEC-
BbIX CIUIaBOB, YTO MPUBOAWUT K YMCHBIICHUIO NJIMHBI 3y6-
1oB. bosiee Toro, yBenmueHne CKOPOCTH pe3aHUsl yCUINBA-
eT BUOpaluy Ha YpOBHE MOBEPXHOCTH M T€HEPALUIO TEIUIa.
OTO TPHUBOAWT K CO3JAHUIO IIEPOXOBATOH ITOBEPXHOCTH,
MOTEHIMAbHO BBI3BAHHOM pa3pblBOM CTPYKKH MEXKIY
KPOMKOH MHCTPYMEHTA U THOKO# 3arOTOBKOI. Y BemdeHue
HEeOOJIBIIIOTO MEePeTHEero yrila yMEHbIIaeT TOYKY KOHTAKTa,
CJIEZI0BATENIFHO, TIOCTENIEHHO CHIDKAeT CHIIy pe3aHus [25].
l'enepanus BuOparwii MOXXeT MPHUBECTH K 0Opa30BaHUIO
[IOBEPXHOCTH C HEPOBHOM TEKCTYpOU. YBEIUUEHUE MEpe-
Hero yria 7o 11° ymydmaeT kagecTBO MOBEpXHOCTH [26].

B mporecce 00pabOTKH yBETHMUYCHHE IEPEAHETO yriia
MPUBOAUT K CHMKCHHIO CHJIBI PE3aHUA MW3-3a YMCHLIICHHSA
KOHTaKTa Ha MOBEPXHOCTU KPOMKHM HHCTpyMeHTa [27; 28].
Ha puc. 3 a mokasaHo, 4to [yiMHa GparMeHTa yBeInIUBaeTCs
JI0 JOCTIDKEHHS 3HAuYeHWst 5° I MepeHero yria, rocie
Yero OHa yMeHbIIaeTcs. Temmeparypa B MecTe KOHTAKTa
peXyIed KpOMKH HHCTPYMEHTA U3MEPEHa C MOMOIIBIO ITH-
pomerpa (puc. 3 b). 3neck Temmeparypa pacTeT ¢ yBelmde-
HHEM IIEPEHEr0 yIia, YTO MOXET OBITH PEe3yNIbTaTOM IO-
BBIIICHHON CHJIBI TPEHHSL.

W3 Tabnuubl 2 BHIHO, YTO MIEPOXOBATOCTH ITOBEPXHO-
CTH MU CWJa pEe3aHusl HUMEIOT CUJIbHYIO ITOJIOKHUTEIbHYIO
KOPPEJSLHUIO C TeMIIEpaTypou, T. €. POCT MIEPOXOBATOCTH
MOBEPXHOCTH M CUJIBI PE3aHUsI KOPPEIUPYET C POCTOM TEM-
mepaTypsl Ha TPOTSDKEHUHM BCEro Iporecca 00pabOTKH.
OTH NepeMeHHbIe CYNIECTBEHHO BIIMSIOT Ha TEPMHUYECKOE
noBeZieHne Tmpoinecca. llepeaHuit yrom aeMOHCTpUpPYET
YMEPEHHYIO KOPPEISIHIO C IEPOXOBATOCTHIO TOBEPXHOCTH
1 OKa3bIBaeT MUHHMAIBHOE BIMSHHUE Ha JIPyrHe MepeMeH-
HBIE, IPUBE/ICHHBIC B JaHHOM HCCIIEA0BaHNH. TeMneparypa
nMerna HanOosee MOJMIOKHUTENBHYI0 KOPPEIAILHUIO C IUIOMIa-
JIbIO TIOBEPXHOCTH M CUIJIOW PE3aHUsI CPEIH UCCIECIOBAHHBIX
napamerpoB. JTO yKa3blBaeT Ha TO, YTO XapaKTePUCTUKH
TMOBEPXHOCTU M CHJIa PE3aHHA, BO3HHUKAIOIIasd BO BPEMIA
00paboTKH, HANPSAMYIO KOPPEIMPYIOT C Pe3yJbTHPYIOLIEi
Temrepatypoil. KoppensiunoHHbIH aHanu3 BBISBHI CyIe-
CTBEHHBIE KOPPEJSIIMU MEXIY STUMHU MEPEMEHHBIMU M 3a-
perucTpupoBaHHON TemrepaTypoil. Kpome Toro, mepoxo-
BaTOCTh TOBEPXHOCTH M CHJIa PE3aHUs MOKa3ald OTpHIa-
TEJIEHYIO KOPPEJLSIIUIO C IEPETHUM YITIOM.

Cuna pe3aHusi yMEHbBIIACTCS 110 Mepe YBEINYEHHsI CKO-
POCTH pe3aHMs IPU Pa3INIHBIX IEPEAHUX YIiIax, KaK MMOKa-
3aHO Ha pHC. 5 a. 3Mech YyMEHBIIEHNE CHIIBI pe3aHus o0y-
CJIOBJICHO YMCHBIIICHHEM B3aNMOJEHCTBUS CTPY’KKH M WH-
cTpymenTa. 1o mMepe yBeaM4YeHUs] CKOPOCTH pE3aHUsi TeM-
nepatrypa yBenuuuBaercs. B pe3ysibraTe mpeaen TeKydectd
YMEHBIIAETCSA C POCTOM CKOpocTH pe3anus [29]. Breicokas
TEIUIONPOBOHOCTh M HU3Kash TBEPJIOCTb aJFOMHUHHEBBIX
CIUIaBOB BO BpeMsi 00pabOTKH MO3BONMIHM S(P(PEKTHBHO
YAAJIUTh MaTepHal ¢ 3arOTOBKU. B oTiMuMe OT CTambHBIX
CIUIaBOB, 3HAYUTEIILHOE KOJMYECTBO TEIUIA PACCEHBACTCS
10 00JIACTH CTPY’KKH, YTO IPUBOAUT K CHUIKEHUIO TEMIIe-
patypsl. Hapoct Ha pexymieit kpoMke pesna oOpasyercs
[IpY NOBBIILIEHHONW CKOPOCTH pe3aHusi craiu. Kak BUIHO
u3 puc. 5 b, mpu 6onee HU3KOH CKOPOCTH pe3aHus HaOIro-
JIaeTCsl MOBBIMICHUE TEMIIEPATYphl U3-32 TBEPAOCTH CILIA-
Ba, YTO 3aTPyAHAET €ro yjaaieHue ¢ paboueil mMoBEpXHO-
ctu. Kpome Toro, pexymasi KpoMKa HHCTPYMEHTa MpHJIe-
raeT K MOBEPXHOCTU 3arOTOBKM, IOBBILIAS TEMIIEPATYPY.
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D¢ hexkTHBHOCTH mporecca 00paboTKH B OCHOBHOM 3aBHUCHT
0T MaTepHaia 3ar0TOBKH M KOH(PUIypallui HHCTPYMEHTA.

B nenom nepenHuit yroja CymecTBEHHO BIIMSET HA TEM-
neparypy, CO34aBaeMyl0 Ha TpaHUIE C HHCTPYMEHTOM.
VYBenuueHue CUiibl noJa4yu MpUBEJIO K MOBBIICHHUIO TCMIIC-
parypsl 00onx MaTtepuanoB. M3meHnenue mpoduis nepea-
Hell MOBEPXHOCTH INPHBOAUT K OOpa30BaHMIO HAPOCTa Ha
peXylned KpOMKE M HapocTa CJIOSl MOJ| ITOBEPXHOCTHIO
CTPYXKH, KOHTAaKTHUPYIOLIEH C IepeaHed MOBEPXHOCTHIO.
OTO MPUBOJNT K MOBBIIICHUIO TEMIIEPATYPHI, KaK IIOKa3aHO
Ha puc. 6 a m 6 b. C yBenn4eHHEeM CKOPOCTH Pe3aHHs TeM-
mepaTypa pe3aHusi CHIDKaeTCs. AHaJOTHIHbIE HAOIIOACHUS
caenanbl B [30], roe ObUIO OTMEYEHO, YTO HAPOCT Ha pe-
KYyIIEH KPOMKE W HApOCT CJIOSl YMEHBIIAIOTCS C yBEln4e-
HHEM CKOpocTH pe3anust (rimyouna pesanus — 0,15 mm).

Puc. 7 nnmocTpupyeT KOppessuio MeXIy LHIepoXoBa-
TOCTBIO 00paOOTAaHHOW ITOBEPXHOCTH, CKOPOCTHIO pE3aHUs
u TeMmeparypoi. 31ech 3HaueHHe oOpabOTaHHOW MOBEpX-
HOCTH YBEJIWYWIOCH NPU 3HAYECHUM MEpeIHero yria oT 3
JI0 5°. OTO B OCHOBHOM CBSI3aHO C YCTaHOBJIEHHEM Ooiee
HHU3KUX TEMIIEpaTyp B MECTE€ KOHTaKTa C PeXyIIeH KpoM-
KOM MHCTPYMEHTA. Y BEJIMYEHHE MIEPETHETO YIIa PUBOIUT
K M3MEHEHHUIO TEMIIEPaTyphl K LIEHTPY 3arOTOBKH H3-32 €€
MOBBILIEHHONW TEIJIONPOBOAHOCTU. Ha mpoTsKeHUH BCETO
mporiecca 00pabOTKH ITOBEPXHOCTh CTAaHOBHUTCS Oolee
IJIaAKOM, Jaxke MpHU HEOOJIBIIIOM TOBBIIICHUH TeMIIepaTy-
pEl. OTO yMEHBIIAET LIEPOXOBATOCTh IOBEPXHOCTH, IIO-
CKOJIbKY (pparMeHTHI JIETKO yNANISIOTCS C 3arOTOBKH. 3Ha-
YEeHUE IIEePOXOBATOCTH YMEHBIIANOCh 10 MEpe TOro, Kak
nepenHui yron ypenuuuBaics a0 8 u 11° uz-3a motepu
TeIUIa yepe3 TEIUIONPOBOJHOCTh U M3-33a Pa3MATYeHUsT Ma-
tepuanoB. Cranb, Kak Ooyiee MpOYHBIH 0OpabaThIBaeMBIi
MaTepuall, NMPHUBOMUT K YBEIWUYCHUIO CWIIBI PE3aHUs IS
OTZETICHUS 9acTuI] OT 3aroToBKH. LllepoxoBaTocTh moBepx-
HOCTH YBEJIMYMBACTCS C YBEIMUCHNEM NEPETHETO YIIa, HO
YMEHBIIIAETCS] [0 MEPE TOro, Kak HapoCT Ha KPOMKE HIIH
HapOCT Ha CJI0€ Pa3BHBAETCS HA TPAHHUIIE pa3zesia MHCTPY-
MEHTa W PeXKYIIeH KPOMKH U MaTepHall Io/IBepraeTcs pas-
MsirdeHuro. [lo cpaBHEHHIO C aTOMHHUEM CTallb JEMOH-
CTpUpYeT OoJyiee HU3KYIO TEIUIONPOBOIHOCTh, 3/1€Ch B KO-
HEYHOM HTOTre OTMEYAeTCs YMEHBIIECHHE IIEPOXOBATOCTH
TIOBEPXHOCTH.

BbIBO/JIbI

[Mepenuuii yron MHCTPYMEHTA SIBISIETCS OJTHAM M3 BaXK-
HeWmuX (aKTOpOB /IS OIECHKH IapaMeTpoB 0O0paboTKU
B TIpoIIecce TOKapHOW 00paboTku. M3mMeHeHne TeMneparypsl
B MeCTe KOHTaKTa PEXyIled KPOMKH HMHCTPYMEHTa MOYHO
OOBICHUTH U3MEHEHUEM TNEPEAHETO YyIJIa, YTO TaKXKE IPUBO-
JIIT K U3MEHEHHIO IIEPOXOBATOCTH TOBEPXHOCTU. B Hacrto-
siiei paboTe aJIOMHUHUEBBIC M CTAIBHBIC CIUIABbI C COMOCTA-
BUMBIMH XapaKTEPUCTHKaMH 00padaThIBAIOTCS C MCIOJIB30-
BaHWEM YCTaHOBJICHHBIX JUISl TPOLEAYphl I1apamMeTpOB.
B pesyunbraTe uccneoBaHus ClIETaHbl CIIETyOIINE BBIBOIbIL.

1. Bo Bpemst 00paboTkn oOpasua U3 MSATKOH CTanu MpH
OouibIIell CKOPOCTH BpalleHHs MOoJydeHa Oouibluasi JuiMHa
CTPY)XKH. MeHbIlas JUIMHA CTPYXXKH HaONIO#aeTcst NpH
MEHBIIEH CKOPOCTH BPAILCHUS HM3-32 CHIDKCHHS C)KUMAO-
IIETO HANPSDKEHUS, BOHUKAIOIIETO BO BpeMsi 0O0pabOTKH.
ITpu paboTe ¢ MATKHMH AIIOMUHHEBBIMU CIUIABAMH IIOJY-
YeHbI [IOCTOSIHHbBIE JUIMHHBIE CTPY)KKH, HECMOTPS Ha pas-
HHUIY B CKOPOCTH BpaIeHHS.

2. lllepoxoBaToCTh TOBEPXHOCTH OOOWX CILIABOB YBE-
JUYUBACTCS C POCTOM CKOPOCTH pe3aHus. [lomoTHUTeIbHOE
TpeHHE, BO3HUKIIIEE B 00JIACTH KOHTAKTa PEXYILEH KPOMKH
HHCTPYMEHTa C IOBEPXHOCTBIO, NMPHUBENIO K YBEIUYECHHUIO
LIEpPOXOBATOCTH.

3. 3HaueHus1 KOppesaLuy, HAaOI0IaeMOl MEXIy Iepe-
MEHHBIMH, OBLIM ONpE/EIeHbl KaK YIOBIICTBOPUTEIBHBIE.
[TocTpoeHa perpeccroHHast MOJIEIb, KOTOpasi ObLIa YCIIeI-
HO NIPUMEHEeHA K JAHHBIM UCTIBITaHUS.

4. Cuna 1 CKOpOCTb pe3aHMs, NEePEeJHUNA yroil U IIepo-
XOBaTOCTh MOBEPXHOCTH OKA3BIBAIOT 3HAYUTEIFHOE BIIHI-
HHE Ha TEMIIePaTypy, BO3HHKAIOIIYI0 HA TPaHHIE MEXIY
WHCTPYMEHTOM H 3aTOTOBKOM.

5. Ins MOHMMaHMS 3aBUCMMOCTH OT MEPEMEHHBIX IS
BBIOPAaHHOT'O KOHTEHTA HCIIOJb30BaHA MOJEIb CIy4aitHOTO
neca. B mporecce 0OpaOOTKH yCTaHOBJCHO, YTO BBIOOD
MaTepuasa OKa3blBaeT 3HAUUTENIBHOE BIUSHNE HA TeMIepa-
TYpY, CHIIy pe3aHHsi, IIEpPOXOBATOCTh MOBEPXHOCTH U (op-
My [OJTy4aeMOoll CTPY>KKH.
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Abstract: This study examined the influence of alloy composition (mild steel and aluminium) on several machining pa-
rameters, such as temperature, cutting force, surface roughness, and chip morphology. Significant variations in these pa-
rameters were detected by modifying the alloys while maintaining constant process conditions. In mild steel, rotating
speed affected chip morphology, with elevated speeds resulting in continuous chips and reduced rates yielding shorter
chips. The augmented rake angle affects the chip properties, resulting in a little decrease in chip length. Moreover, the cut-
ting force influenced the chip length at a designated rotational speed. Conversely, aluminium alloys continuously generat-
ed continuous chip fragments irrespective of cutting speed or rake angle. Favourable correlation coefficients are noted
among the variables, and a regression model is effectively developed and utilised on the experimental data. The random
forest model, indicates that material selection significantly influences temperature, cutting force, surface roughness, and
chip morphology during machining. This study offers significant insights into the correlation between tool rake angle and
other machining parameters, elucidating the elements that influence surface quality. The results enhance comprehension of
machined surface attributes, facilitating the optimisation of machining operations for various materials.
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